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Reel-up and method for reeling of a web 
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There are known reel-ups of a paper machine or the like in which the 
10 web to be reeled is guided over a reeling cylinder, through a nip formed 
by the reeling cylinder and the reel being formed, and onto the reel that 
is being formed. Typically the reel that is being formed is completed 
around a so-called reel spool which is supported at its ends by means 
of bearings on so-called reeling rails along which the reel spool and the 
15 roll thereon are capable of rolling by means of bearing housings. 



^eel-ups of web-like materials are used to reel a material passed in a 
continuous web into a tight reel, so that it can be moved to further 
processing. In the reel-ups of a paper web, a continuous paper web 
20 passed from a paper machine, coating machine or corresponding paper 
processhjg apparatus is reeled around a reeling axle, i.e. reel spool, to 
form a reek For example in a so-called Pope-reeler, or in a centre-drive 
assisted Po|5e-reeler, the finished paper is reeled around the reeling 
axle after the^calender. The web is passed to the reel via a reeling 
25 cylinder arrangefcl rotatable, against which the reeling axle is loaded by 
means of a loadingsdevice located in connection with the reeling axle. 

The web is passed to the reeling axle so that it is pressed against the 
preceding layers of the reel and the mantle surface of the reeling 

30 cylinder. At this point where the web enters In contact with the 
preceding layers on the reel, the web is, due to the aforementioned 
loading device, subjected to a certain nip load, linear load. In present- 
day reel-up types, the reeling axle is also centre-driven, and by means 
of the torque of the reeling axle it is also possible to affect the 

35 peripheral force of the reel to be reeled. The reeling nip between the 
reeling cylinder and the reel primarily prevents the access of air to the 
reel. By controlling the load directed to the web, it is, however, also 
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possible to control the tightness of the reel that Is being formed, and in 
addition, the aim is to change the loading during the reeling process so 
that the tightness of the reel would comply with the quality requirements 
set by the paper grade and the after-treatment in different sections in 
5 the radius of the reel. The reeling process is controlled indirectly by 
adjusting the reeling parameters (linear load, web tension, peripheral 
force and reeling force). The adjustment is typically made with a special 
program. The main aim of the reeling is to reel a continuous paper web 
to form a reel which fulfills the requirements set by the reeling process 

10 and further processing with respect to processibility and thereby the 
structure of the reel as well as the paper quality. At present, the speeds 
of paper machines are typically 20 m/s or higher, and naturally, the aim 
is to attain speeds which are even higher. The reeling apparatus must 
operate without interruptions and receive the continuous paper web 

1 5 passed from the preceding sections of the paper machine. 

When the old reel has become full, the web has to be cut and the 
winding of the web following the cut-off point around a new reeling axle 
has to be started. In practice, this takes place in such a way that when 

20 the paper roll formed around the reeling axle has accumulated Into its 
full size, a new empty reel is transferred, typically simultaneously and 
from above the reeling cylinder, onto the surface of the reeling cylinder, 
while the paper web is left therebetween. The full paper reel is 
transferred away from the reeling cylinder, and thereafter the paper 

25 web is cut with a suitable way and the end of the web following the cut- 
off point is guided onto the perimeter of an empty reeling axle, onto 
which the new web begins to accumulate to form a reel. Thereafter the 
new reeling axle is transferred to a reeling carriage, travelling on 
separate linear guides, or on top of horizontal reeling rails. The reel that 

30 has become full is transferred e.g. by means of a transfer device along 
the reeling rails to an unloading station, and at the same time a new 
reeling axle is brought onto the reeling rails. During the initial reeling 
process the loading is controlled by means of force devices of the initial 
reeling device, and when the reeling axle has been transferred e.g. to 

35 the reeling carriage, the loading is controlled by means of force devices 
coupled to the reeling carriage, typically by means of pressurized 
medium operated cylinders. 
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For example US patent 4634068 discloses a reeling apparatus in which 
an empty roll is lowered in contact with the reeling cylinder. 
Furthermore, a separate mention is to be given to the force devices of 
5 the initial reeling device in the US patent 4634068, i.e. a separate 
loading cylinder and a relief cylinder, and when the reeling axle is on 
top of the reeling rails, to a loading cylinder which presses the axle 
against the reeling cylinder. The used hydraulic cylinder is coupled e.g. 
to swinging arms articulated turnable in the frame of the reel-up. 

10 

The properties of the web affect the quality of the reel. For example, the 
most common reeling problem caused by a bad web tension is the 
wrinkling of the slack parts of the web, typically the edges, in the reeling 
nip or nips, because the web is longer by the slack section than by the 

15 tight section. The slackness of the edges also causes a poor edge zone 
in the reel and thereby edge reels of poor quality which are difficult to 
be reeled by means of slitter winders, and whose problems occur when 
the rolls are used, for example in printing machines. If the web tension 
profile varies a great deal or is e.g. uneven, It may lead to the use of 

20 high web tension just in case, which stresses the tight sections in the 
web more and increases the number of web breaks. 

In a control circuit of a reel-up which is disclosed in the US patent 
5285979, the loading takes place in the frame of the reel-up by means 

25 of a carriage moving along linear guides in the frame of the reel-up, to 
which carriage the loading force device is coupled. In the publication, 
the reeling axle is arranged in a swinging arm articulated turnable in the 
carriage, which swinging arm, however. Is stationary during the loading 
and is only used when the reel that has become full is removed by 

30 turning the swinging arms to the direction of removal by means of 
special unloading cylinders. The aforementioned force device is used to 
supply the desired loading force or to transfer the reeling axle further 
away from the reeling cylinder as the size of the roll grows. In the initial 
reeling device this can also take place by means of separate relief 

35 cylinders, as is presented in the US patent 4634068. By means of relief 
cylinders it is possible to compensate the effect of gravity on the reeling 
cylinder, and thus they are used for so-called profiling. It is also 
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common that in the initial reeling device the loading, relieving and 
adjustment of the position of the reeling axle with respect to the reeling 
cylinder are effected by means of one double-acting pressurized 
medium operated cylinder. 

5 

The US patent 5285979 also describes the use of a hydraulic cylinder 
separately in a situation where the reeling cylinder and the growing reel 
are kept within a distance from each other, wherein a photocell is used 
to produce the signal effecting the transfer. The actual loading force is 

10 affected by several factors, such as friction caused by the motion of the 
force device as well as kinetic friction of the structure supporting the 
reeling axle when it is moved. It should also be noted that the current 
regulator means is a servo valve which controls the cylinder functioning 
as a force device, whereas the cylinder controls only one of the two 

1 5 carriages. 

There are also known reel-ups such as the one presented in EP patent 
604558 and in the related US patent 5393008. The patent discloses 
carriages arranged movable linearly in guides parallel to the reeling 

20 rails, the position of the carriages being determined on the basis of 
hydraulic cylinders coupled between the frame of the reel-up and the 
carriages. Thus, by means of these hydraulic cylinders, the location of 
the reeling axle is at the same time also adjusted with respect to the 
reeling cylinder. The carriages are provided with separate pressing 

25 devices which press the bearing housings located at the ends of the 
reeling axle and resting on the reeling rails with an adjustable force 
towards the reeling cylinder to produce the necessary nip pressure. On 
the other side of the bearing housing, the carriages are also provided 
with positioning devices by means of which the location of the reeling 

30 axle in the carriage can be adjusted more accurately. 

In the above-described cases to control e.g. the reeling carriage, the 
initial reeling device and the loading device, hydraulic cylinders are 
typically used in pairs to control the different ends of the reeling axle. 
35 Thus, the control of the ends is arranged for example by means of an 
Integrated carriage or a carriage arranged in connection with each end 
to move independently. Furthermore, it is thus possible to arrange the 
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linear load between the nnachine reel and the reeling cylinder to vary 
also in the transverse direction of the paper web. On the basis of the 
above-described facts it is obvious that for the sake of reliable function, 
the control of the force devices must also be reliable and simple. 

5 

There are, however, considerable problems and drawbacks related to 
the prior art. Thus, such reel-ups entail factors which disturb the reeling 
process. The rolling surfaces of the reel spools which thus function as 
surfaces transmitting e.g. supporting force In the support of the reel 

10 during the reeling, are subjected to considerable stress when the reel 
spools are manipulated and driven. These surfaces can also be 
damaged with time, which impairs the situation even more. Even 
though the surfaces remained in a relatively good shape, friction is 
always produced in the rolling which friction is also affected by the 

1 5 mass of the constantly growing reel. This friction also affects the control 
of the reeling process, such as the adjustment of the linear load. 

Thus, in the reeling of a web, particularly as the reel is accumulated, 
the most significant disturbance factors in the linear load and Its control 
20 include the changes in the frictions produced as a result of the transfer 
of the machine reel, i.e. the reel spool. 

The essential steps of the reeling process include the change of the 
reel and the act of stopping the rotary movement of the reel. Thus, as 

25 the reel-up in question is a continuous reel-up, the reel has to be 
removed from the nip contact i.e. from the reeling cylinder constituting 
the actual reeling nip, at least when stopping the reel. Thus, it is 
advantageous to form a separate nip by means of a pressing device to 
bind the surface layers of the reel and to prevent the access of air 

30 between the layers of the reel. A pressing device of this kind, such as a 
roll is, however, impractical with respect to the movement of the 
operating personnel, because it is typically placed slightly above the 
machine level. Such a pressing device can be placed and supported by 
means of an apparatus, such as a slide structure or guides, which is 

35 movable separately, wherein it can be driven to the front, i.e. in the 
vicinity of the reeling cylinder. Such a solution is, however, complicated, 
and it increases the sequence times. ■^Rrosr^Hs-an-afm^^ 
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^to present a new solution for this problem, with which solution the 
drivability of the reel-up is better than before and the structure is 
simpler. 

5 It is an aim of the present invention to eliminate the drawbacks of prior 
art and to attain an entirely new solution with which the control of the 
reeling process is improved. The present invention provides a 
completely new kind of possibility to control the entire reeling process 
especially in reel-ups in which the reeling to a new reel spool is started 
10 with a first support apparatus, such as a so-called initial reeling device, 
and the reeling is continued with a second support apparatus, i.e. the 
member supporting/loading the reel spool and the reel is changed 
during the reeling. 



15 Also in such reel-ups in which, at the change situation or when a full 
reel is stopped, the reel has to be removed from the actual reeling nip 
(even though a second pressing device is alternatively brought in nip 
contact with the reel) without moving the reel itself, the present 
invention provides an effective solution for controlling the reeling 

20 process comprehensively. 

The invention is based on the idea that the reel spool rests and/or It is 
supported substantially during the entire "nip closed" reeling process of 
the reeling cylinder substantially in its position with respect to the same 
25 supporting surface. 

AH 

^M oie p it jc iseiyT- the met h od for r ee ling of a wub aoou i iJiny lu th e 
4nvenTion is pTimctrHy-ehafaetefized in what \N\\\ be piysented-tfr-tfTfe-- 

^cb^>ra.«terwii nr | pnrf nf njc^jm 1 MorP p mr ilPl y. th n r PC l Up O f Q W Cb 

30 accor di ng lu l l iu i ii v un l iun i s piiiii d ii ly U id r acte riz uU in w lia L wi ll be - 
pces aat od in t hn p.h n r nn t ni iz ing papt r]r \\m Q Morn proo i s ely. the 
•methed- acco i T li ng -te-4) ^ i nvention for r ee ling of a w e b with a l e eHap-tSv 
>- pr i mari l y ch afaeteriz ed ' i n wh-at w il l b o pr o contod in tho oharacte iuziDg^- 
^a i t - o f- c l ai m Ifi 

35 

Within the scope of the present invention, a paper machine refers, in 
addition to the actual paper machine, to paperboard and pulp drying 
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machines and other corresponding machines as well as further 
processing machines for paper, such as coating machines or 
calenders, etc., and paper refers to all web-like materials that can be 
manufactured with all these devices. 

5 

According to a first preferred embodiment of the invention, a reel-up of 
a paper machine comprises at least a reeling cylinder supported 
rotatably and equipped with a drive, or a corresponding reeling means 
constituting a supporting surface, over which the web travels during the 

10 reeling and which forms a nip with the reel that is being formed at least 
for a part of the duration of the reeling. Corresponding reeling means 
guiding the web include e.g. a belt, a wire loop or a belt roll system. 
According to the invention, substantially immediately after or before the 
change of the reel (i.e. at least within a period of time which does not 

15 have a substantially harmful effect on the progress of the reeling), 
which can be conducted with methods and devices known as such, an 
empty reel spool onto which the reeling is transferred is brought in 
contact with the supporting surface on which the reel spool rests and/or 
is supported substantially during the entire reeling process substantially 

20 in its position with respect to the same supporting surface. According to 
the invention, this supporting surface is arranged in a means, such as a 
slide or the like, which is arranged movable on a supporting structure 
placed in the vicinity of the reeling cylinder, which supporting structure 
advantageously extends in the travel direction of the paper and is 

25 arranged in the vicinity of both ends of the reeling cylinder. 

According to the invention, during the reeling process the reel spool 
and the roll located or formed thereon is thus supported by a supporting 
surface which is arranged to move away from the reeling cylinder as 
30 the reel to be reeled accumulates. Thus, the reel spool does not roll 
during the reeling, wherein the nip between the reel being formed and 
the reeling cylinder is kept closed, but the reel spool is transferred in a 
controlled manner on the support of the slide and advantageously by 
means of a separate reeling carriage, if necessary. 

35 

The reel-up according to a preferred embodiment of the invention 
comprises at least a reeling cylinder or the like as well as supporting 
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Structures arranged perpendicular to the cylinder, in the vicinity of the 
ends of the same, to support the reel spool and the reel that is being 
formed during and after the reeling. According to one embodiment of 
the invention, the supporting structures for supporting the reel spool 
5 and the reel that is being formed comprise an assembly of supporting 
devices which comprises at least a part of the bearer surface in the 
upper surface of the supporting structure or a corresponding surface on 
which the reel spool and the roll located thereon can roll, and at least a 
second part of a supporting surface, such as a slide or a corresponding 

10 arrangement, which supporting surface is movable with respect to the 
reeling cylinder from the operating vicinity of the reeling cylinder to the 
vicinity of the bearer surface or a corresponding surface in the 
supporting structure. Advantageously, the movable supporting surface 
and the bearer surface or the corresponding surface are substantially 

15 on the same vertical level. According to the invention, the reel spool 
and the roll formed thereon are supported by means of a supporting 
surface movable during the reeling process, and during and/or after the 
reel change the complete reel can be rolled via the bearer surface or a 
corresponding surface. 

20 

As far as the main principle of the reeling process is concerned, it is 
possible to utilize known methods and devices. At the stage of starting 
the reeling, when reeling onto a new reel spool, it is, according to the 
invention, possible to lower a new reel spool directly on a movable 

25 supporting surface, such as a slide, which has already been guided in 
the initial position (to the front). When the reel accumulates, the reel 
spool is not, according to the invention, rolled on the rails, but it is 
moved in the slide on linear guides when necessary. Thus, the reel 
spool is supported during the entire reeling process substantially in its 

30 position with respect to the same supporting surface. At the final stages 
of the "nip closed" reeling, the slide containing the supporting surface 
has moved in connection with stationary rails, wherein they are coupled 
to each other in such a way that the reel spool and the roll can be rolled 
over the interface therebetween. When the reeling nip between the 

35 reeling cylinder and the reel is opened in a change situation, the reel 
spool is transferred away from the movable supporting surface to rail 
members, such as stationary rails or the like, wherein the movable 
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supporting surfaces are transferred to the front to the initial position in 
the vicinity of the reeling cylinder, wherein a new reel spool can be 
lowered directly on top of the movable supporting surface. 

5 By means of the invention considerable advantages are achieved. With 
the solution according to the invention, Vne conditions can be controlled 
significantly better as the frictions are practically constant and thus the 
conditions are stabilized by means of the invention. With the method 
according to the invention, it is possible to efficiently control the reeling 
10 process with the reel changes and to minimize the disturbance factors. 
The reel-up according to the invention becomes safer and more user- 
friendly. 



. Vfri€ 



In the following, the invention will be described in more detail with 
15 reference to the appended drawings, in which: 



shows a side-view of a prior art reel-up of a web, 

shows as an example a side view of an embodiment of a 
solution according to the invention, 

shows as an example a top view of an embodiment of a 
solution according to the invention, cut at point A — of 
Fig. 2a 

shows a perspective view of a slide according to a preferred 
embodiment of the invention, including the supporting 
surfaces of the slide, and 

30 Figs. 4a-4e show a schematical side view of a reeling solution 




"according to the invention and a method in connection of 
the reeling. 



Fig. 1 is a reduced principle view showing in a side view a reel-up of a 
35 paper web, known as such. As is well known, the reel-up is provided 
with a rotatable reeling cylinder C, by means of which a continuous 
paper web W passed from a paper machine, coating machine or 



20 



Fig.J_ 
Fig. 2a 

Fig. 2b 



25 



Fig. 3 
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another paper processing apparatus is reeled around a reeling axle T1 
to form a machine reel R. The reel R is loaded against the reeling 
cylinder C by applying a force F1 of desired strength, directed towards 
the reeling cylinder C, to the reeling axle T1 . This produces a reeling 
5 nip N1 between the reel R and the reeling cylinder C, where a nip 
pressure of particular strength prevails as a result of the loading. The 
reeling axle T1 is advantageously also provided with a centre-drive, 
wherein the reel-up in question is a centre-drive assisted Pope reel-up, 
in which the torque of the reeling axle T1 can also be used to affect the 

10 quality of the reel R being formed. Fig. 1 also shows a reeling axle T2 
brought in connection with the reeling cylinder C by means of an initial 
reeling device of the reel-up. The reeling axle T2 is loaded against the 
reeling cylinder C by applying a force F2 of desired strength directed 
towards the reeling cylinder C, to the reeling axle T2. This produces a 

15 reeling nip N2 between the reeling axle T2 and the reeling cylinder C, 
where a nip pressure of particular strength prevails as a result of the 
loading. In this case, the nip pressure is also affected by the weight of 
the reeling axle T2. 

20 The reeling cylinder C is pivoted in a way known as such to a frame K1 
of the reel-up, stationary with respect to a supporting base, such as the 
floor level of a factory. The reeling axle T1 , in turn, is pivoted in a way 
known as such on top of reeling rails K2 on the support of which the 
ends of the reeling axle T1 rest at the bearing housings, and which at 

25 the same time support the weight of the reel R. By means of supports 
V1 of a carriage V, pivoted in a way known as such and moving in a 
guide K3 located in the frame K1 , the reeling axle T1 and at the same 
time the reel R are moved in the longitudinal direction (arrow X) of the 
reel-up. The carriage V also moves in the longitudinal direction of the 

30 reel-up and it is of such a type that excluding a weight possibly received 
by the reeling cylinder C, the reeling rail K2 supports the entire weight 
of the reeling axle T1 and the reel R. The carriage V is arranged in a 
way known as such to move in linear direction with respect to the 
reeling cylinder C to transfer the reel R, and the motion is possible in 

35 both directions: in other words, if necessary, the carriage V can be 
moved back and forth (arrow X) by means of double-action cylinders. 
The carriage V can move on top of fixed linear guides or it can be 
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guided by rails. The support V1 or its parts, articulated in the carriage V 
to turn with respect to a pivot located therein, can also be transferred by 
means of separate hydraulic cylinders (not shown in the drawing), e.g. 
to move the completed reel away from the carriage V. 



ith reference to Fig. 1, to attain the desired nip load (nip pressure), 



tne reel R is loaded against the reeling cylinder C with a predetermined 
loading force F1 by affecting the reeling axle T1 by means of force 
devic^ VL1 and VL2, hereinafter also called as an actuator VL1 or 

10 VL2. ANoading force F2 is attained in a similar manner by means of 
force devlis^es VL11 and VL12. The force devices VL1 and VL2, one on 
each side oMhe reel R in a similar manner as force devices VL1 1 and 
VL12, affect tfte bearing housings of the reeling axle T1 in a way known 
as such, which oaring housings are typically located in the carriage V 

15 or on the support oh;eeling rails. Hereinafter, the term actuator VL1 1 or 
VL12 will also be usebJor the force device VL11 or VL12. The reeling 
axle T1 , in turn, is transWred further away from the reeling cylinder C 
when the reel R grows, i.eNwhen the radius of the reel R is increased, 
by moving the carriages V wrth the force devices VL1 and VL2. When 

20 the reeling proceeds, the desirebl nip load is attained by means of force 
devices VL1 and VL2, and the carKjage V is moved as the thickness of 
the reel is increased. The reeling c^riages V have to be moved In a 
synchronized manner, which sets s^Jeciai demands for the control 
circuit and the function of the force devices. 



Fig. 2a is a skeleton diagram of the reel-up according to the invention 
with a reeling slide and a reeling carriage. The reel-up 1 comprises 
supporting structures 2 located behind a reeling cylinder 5 in the travel 
direction of the web W. The supporting structures 2 are composed of 

30 structures located in the vicinity of both ends of the reeling cylinder. 
The supporting structures 2 for supporting the reel spool and the roll 
(reel 11 or 12 In Fig. 2a) that is being formed, comprise an assembly of 
supporting devices which comprises at least a part of the bearer 
surface or a corresponding surface 3 in the upper surface of the 

35 supporting structure, on which the reel spool and the roll thereon can 
roll, and at least a second part of a supporting surface 44, such as a 
slide 4 or a corresponding arrangement, which supporting surface can 
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be moved with respect to the reeling cylinder from the functional vicinity 
of the reeling cylinder 5 to the vicinity of the bearer surface of the 
supporting structure, or a corresponding surface 3. Thus, during the 
"nip closed" reeling, the reel spool rests on the supporting surface 
5 movable by its bearing housing in such a way that their mutual location 
remains substantially unaltered, while the supporting surface is moved 
at the same time in accordance with the increase of the diameter of the 
reel. Advantageously, the movable supporting surface 44 and the 
bearer surface or a corresponding surface 3 are substantially on the 

10 same vertical level. According to the invention, the reel spool and the 
roll formed thereon (reel 11 in Fig. 2a) are supported by means of the 
supporting surface 44 movable during the reeling process, and during 
and/or after the reel change the complete reel (reel 12 In Fig. 2a) can 
be rolled from the movable supporting surface to the bearer surface or 

15 a corresponding surface and further by means of the bearer surface or 
a corresponding surface. 



V/ "^g. 3 shows an embodiment of the slide 4 according to the invention. 

me slide is supported to a supporting structure 2 by means of guides 
20 41 aiK^d 42, which are arranged in such a way that one of them is on the 
verticaksurface of the supporting structure (supporting structure 2 in 
Fig. 2a) smd the other on the upper surface of the same, wherein the 
force centre^ is optimal. The reel that is being formed weighs tens of 
tonnes, and t^us the structure has to be very steady and strong. The 
25 slide 4 compris^ a supporting surface 44 which is, according to the 
invention, substamially as wide as a fixed rail section 3, which is here 
pictured close to the\slide, even though it is, in fact, further apart. The 
respective surfaces 4^of the fixed rail section 3 and the supporting 
structure 44 of the slidk have such a shape that when the slide is 
30 brought in contact with the^ixed rail section, a connective seam section 
45' is formed, extending at I6)^t a length substantially in the direction of 
the rail, which connective searVi section 45' can also lie in a particular 
angle with respect to the fixed raHv^ection. Fig. 2b shows a partial view 
of a second embodiment of the connective seam 45'. Fig. 2b also 
35 shows end damping elements 45" sikih as rubbers, for softening the 
connective action. The slide 4 has suchsa shape that the supporting 
surface comprises a camber 46 in the erld by the reeling cylinder. 
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Furthermore, the slide is also provided with a space 47 for a locking 
jaws of the reel spool. The slide also comprises mechanical locking 
devices for locking the reel spool in connection with the slide. 

The slide is arranged movable on linear guides 41 and 42, which can 
support the mass of the entire machine reel. The slide is provided with 
e.g. an pressurized air cylinder control 43, by means of which it can e.g. 
be restored to the initial position (to the front) for a new reel spool. The 
supporting surface of the reeling slide 4 can also be placed in an angle, 
which is e.g. 1 to 3°, wherein part of the linear load is produced with the 
mass of the reel spool itself. The path of motion of the slide is arranged 
in such a way that it is sufficient for the reeling of a maximum size 
machine reel. The slide can also be arranged to be supported with one 
guide. 

In the situation of Fig.^ the new reel spool 1 1 is lowered on the slide 4, 
and the full reel 1 2 has been delivered to be supported by the fixed rail 
section 3. The reel change is conducted and the reeling is continued on 
the support of the slide. According to the invention, the entire reeling 
process with the nip of the reeling cylinder closed is conducted without 
rolling the reel spool on the rails. In a change situation where the full 
reel is transferred on the support of the fixed rail section, the time used 
for reeling onto the full reel is so short that it is not substantially 
necessary to roll the reel spool during the reeling. In the "nip open" 
reeling, a separate pressing device is brought in contact with the reel. 

Figs. 4a to 4e also show the principle of the method according to the 
invention by utilizing only those parts in the reel-up of a paper web 
which are essential in view of the invention. On the basis of the 
30 description, it is, however, possible to apply the invention. Figs 4a to 4e 
schematically illustrate a reel-up 30 of which only some of the 
components are shown for the sake of clarity. With the reel-up, the web 
W travelling from a paper machine is reeled to form a reel R. The reels 
are formed around reel spools and the reel spools are advantageously 
35 provided with centre-drives. During the reeling, the reel that is being 
formed is supported with an apparatus, reeling carriages 33, which 
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comprise means 36 for supporting the reel spool, such as locking jaws 
and/or controllers. 

yccording to Fig. 4a, the reel formed during the reeling accumulates, 
5 wrierein the reel spool and the roll are moved with respect to the reeling 
cylinder 31 according to the need. Here, the transfer of the reel is 
desCTbed, but it is also possible to move the reeling cylinder and keep 
the re)Bl that is being formed in its place. According to Fig. 4b, the reel 
being fVmed is detached from the nip contact with the reeling cylinder 
cx 10 31, whertein an auxiliary nlp-84'is formed with a pressing roll* According 
to the invention, the pressing roll 34 is coupled to the reeling^carriage to 
be moved iln a synchronized manner, and it is advantageously directly 
attached toNthe reeling carriage or to a member 37, such as a 
supporting bar\or the like, located in connection with the same. It should 
15 be understood that both ends of the reel (front side and driving side) 
are provided witK similar kinds of solutions. The pressing roll 34 is 
arranged to be moWble in a supporting bar 37, wherein it can perform 
a linear motion. The\motion of the pressing roll and its loading against 
the reel is effected bV means of a force device 35, which can be a 
20 hydraulic cylinder or a\prresponding cylinder. The method of driving 
the reel-up according to F^s. 4a to 4e, is implemented in the following 
way. Primarily, it is essential that the arrangement 33 supporting the 
reel at least during the change, such as a reeling carriage or the like, is 
driven to the vicinity of the ruling cylinder substantially immediately 
25 after the reel change, wherefn the "home station" of the reeling 
carriages and the pressing devrce, advantageously a roll attached 
thereto, is in the front in the vicinity\pf the reeling cylinder. According to 
Fig. 4b, the pressing roll supported toi the reeling carriage at the change 
situation is dhven into nip contact with the reel by means of the force 
30 device 35. When the change has been \pnducted, and the full reel is at 
least mainly stopped (wherein the auxil^ry nip on the roll 34 can be 
opened), the controllers and/or locking jaws 36 of the reeling carriage 
are lowered down, and the reeling carriage and thereby also the 
pressing roll are driven to the vicinity of the reeling cylinder according to 
35 Fig. 4c. At the same time, the reeling is already in process, e.g. by 
means of an initial reeling device 32. Here, the irntial reeling device is 
arranged to be turnable in the vicinity of the reelingscylinder, but it can 
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^Iso be a device functioning primarily in linear motion and carrying the 
re)^ spool "downwards from an upper position". The reeling is effected 
forXsuitable period of time on the support of the initial reeling device 
accoramg to Fig. 4c, and during this time the reeling carriage with its 
5 pressinWolls is driven to the vicinity of the reeling cylinder, wherein the 
area A beitween/behind the supporting structures/reel-up is free, and it 
is possibleV) move therein without being hampered by the mechanisms 
of the pressrng roll and the reeling carriage. In a situation according to 
Fig, 4d, the support as well as the loading of the reel are transferred 

10 from the initial rteeling device 32 to the reeling carriage 33. In Fig. 4d, a 
new reel spool isNalso transferred by means of the initial reeling device 
to the vicinity of thte reeling cylinder, and in this situation the reel has 
also had time to groV Here, the pressing roll is still detached from the 
nip contact, but it can t)e driven in contact with the surface of the reel 

15 when necessary by mea^s of the force device 35. Instead of the roll 34 
it is also possible to use a^so-called brush pressing device 35, which is 
shown in Figs. 4a to 4e. Flg^^ 4a to 4e show a method according to the 
invention applied in connection with the supporting surface 44 and the 
slide 4 according to the inventiWi, wherein the situation in the transfer 

20 of the slide 4 shown in Fig. 4e, preceeds the situation of Fig. 4c, so that 
a new reel spool could now be lowered with the initial reeling device 
onto the supporting surface 44, and ihe reeling could be continued for a 
while by means of the initial reeling device. It Is obvious that the method 
according to the invention can also be aoplied in connection with a reel- 

25 up according to Fig.1, equipped withXa continuous rail-like rolling 
surface K2. \ 

It is obvious for anyone skilled in the art that the invention is not 
restricted solely to the embodiment presented above, but it can vary 
30 within the scope of the claims. 



